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AB - PURPOSE:To obtain a foam molded product with a skin by a method wherein after a core part is 
m}sm<m molded using a pair of male and female molds, the female mold is replaced with a female 
mold having a cavity larger than in thickness than the former mm by the thickness of an 
elastomer layer in an unfoamed state, an elastomer is overlapped on the core part and molded in 
a full shot, and the molds are slightly opened to make the inner part foam. 
CONSTITUTION:Using a surface of a core mold 1 and a surface of a cavity mold 2 as a set, a 
core 4 is molded by inp^if a fiber-reinforced resin from a nozzle 3-1. After mold opening, the 
cavity mold 2 is replaced by a skin and foam cavity mold 2-2. After moid closing, an elastomer 
containing a foaming material is f#|@£J^ from a two layer molding nozzle 3-2 in a full shot. Apart 
of the elastomer in contact with a cavity surface of the cavity mold 2-2 is sat in an unfoamed 
state. After that, the core mold 1 is retracted before the resin in the center part is set, thereby 
making the center part foam. In this manner, the core 4, a foam 5-2, and a skin 5-1 are molded in 
the same molds. Therefore, the interior finish material can be obtained with superior appearance 
and strength. 
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AB - J05237871 A core material is formed by infection moulding using a s#t of male and female 

moulds. The female mould is exchanged with a female mould having a cavity which is larger than 
that of the female mould by a volume corresponding to the thickness of an elastomer layer to be 
formed. A foarnable elastomer added with a foaming agent is full-shot formed such that the 
elastomer is layered on the core material. After the formation of the elastomer surface layer, the 
metallic moulds are opened to have a small space, and the foarnable elastomer in the metallic 
moulds is foamed. 

The core material is ABS, PP, etc. opt. reinforced with glass fibres. The surface layer is 
styrene, olefin, etc. elastomers contg. a foaming agent. 

U S E/ADVANT AG E - For motocar interiors, e.g., instrument panels, glove boxes. The prodn. is 
simple. The material has superior appearance, strength, and touch(Dwg.0/2) 
OPD - 1991-04-02 
AN - 1993-330967 [42] 
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Tf - PRODUCTION OF INTERIOR FINISH MATERIAL FOR CAR 

AB - PURPOSEtTo obtain a foam molded product with a skin by a method wherein after a core part is 
irapotten molded using a pair of male and female molds, the female mold is replaced with a female 
mold having a cavity larger than in thickness than the former mm by the thickness of an 
elastomer layer in an unfoamed state, an elastomer is overlapped on the core part and molded in 
a full shot, and the molds are slightly opened to make the inner part foam. 
- CONSTITUTION:Using a surface of a core mold 1 and a surface of a cavity mold 2 as a set, a 
core 4 is molded by te^lteg a fiber-reinforced resin from a nozzle 3-1. After mold opening, the 
cavity mold 2 is replaced by a skin and foam cavity mold 2-2. After mold closing, an elastomer 
containing a foaming material is ftpiiM from a two layer molding nozzle 3-2 in a full shot. A part 
of the elastomer in contact with a cavity surface of the cavity mold 2-2 is ®mk in an unfoamed 
state. After that, the core mold 1 is retracted before the resin in the center part is set, thereby 
making the center part foam. In this manner, the core 4, a foam 5-2, and a skin 5-1 are molded in 
the same molds. Therefore, the interior finish material can be obtained with superior appearance 
and strength. 
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